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[57] ABSTRACT 

The invention concerns a process for the permanent 
attachment or joining of threadlike or small ribbonlike 
elastic elements to a flat substrate by means of an adhe- 
sive that is characterized by the fact that one disposes, 
or rues, in the desired position, one or several thread- 
like or small ribbonlike elastic elements on the flat sub- 
strate, or guides them in the desired position at a dis- 
tance of about 1 to cm from the flat substrate, and cov- 
ers these elastic elements, and some portion of the adja- 
cent region of the substrate with a spray ed-on melt 
adhesive, and in the case of guiding at a distance, brings 
the threadlike or small ribbonlike elements into contact 
together with the fleece course. The invention further 
concerns application of the process for producing 
frilled section of foil course or film sheet with stretch- 
able threadlike or small ribbonlike elements located in 
the respective edge region between a foil course or film 
and a covering layer, an absorbent layer disposed there- 
between, and a covering section of fleece. 
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REEXAMINATION CERTIFICATE 
ISSUED UNDER 35 U.S.C. 307 

THE PATENT IS HEREBY AMENDED AS 
INDICATED BELOW. 

AS A RESULT OF REEXAMINATION, IT HAS 
BEEN DETERMINED THAT: 

Matter enclosed in beery brackets [] appeared in the 
patent, bat baa been deleted and b no longer a part of tbe 
patent; matter printed In Italics indicates additions made 
to the patent 

The patentability of claims 13, 20 and 21 is confirmed. 
Claim 1 is cancelled. 

Claims 2, 9. 16 and 22 are determined to be patentable 
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Claims 3-8, 10-12, 14, 15, 17-19, and 23 dependent on 
an amended claim, are determined to be patentable. 

2. A process according to claim 1, characterized by 
the fact that the melt adhesive is sprayed on in the form 
of cobweblike to patternlike overlapping, small sprayed 
threads having a diameter from 20 to 400 [mm] \un. 

9. A process according to claim [1] 2, characterized 
by the fact that one or several threadlike or small rib- 
bonlike elements (4) that are disposed in the desired 
position at some distance from the flat substrate (2) and 
that have been sprayed with the melt adhesive (6), are 
transported in the same direction with the substrate 
under the spraying head and are brought into contact by 
reducing the distance to the substrate. 

16. A process according to claim [1] 2, character- 
ized by the fact that placed onto the substrate and the 
threadlike or small ribbonlike element immediately after 
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spraying on the melt adhesive is a covering layer, and 
this latter is pressed n if necessary. 

22. A process according to claim [9] 2, for produc- 
ing frilled sections of film, with stretchable thread] ik 
or small ribbonlike elements located in the respective 
edge area between a film and a covering layer, an absor- 
bent inlay disposed therebetween, and a layer of fleece 
covering these latter, further characterized by the steps 
of: 

(a) holding or guiding one or several threadlike or 
small ribbonlikc elements under tensile stress at 
some distance from the film serving as a substrate, 
at least in the respective, later-frilled edge areas of 
this film, 

(b) spraying with melt adhesive the respective thread* 
like or small ribbonlike elements, as well as their 
adjoining areas, and simultaneously the area lying 
between the threadlike or small ribbonlike ele- 
ments, 

(c) next, bringing the threadlike or small ribbonlike 
elements sprayed with the melt adhesive into 
contact with the substrate by guiding them to- 
gether, 

(d) afterwards, placing on the area between the 
threadlike or small ribbonlike elements sprayed 
with melt adhesive a course made of absorbent 
padding material, 

(e) placing onto the film and the course made of ab- 
sorbent padding material a fleece course, in such a 
manner that this latter covers the absorbent pad- 
ding materia] and also lies over the area of the 
threadlike or small ribbonlike elements sprayed 
with melt adhesive, 

(f) pressing the fleece course, at least in the area of the 
threadlike or small ribbonlike elements, together 
with these latter and, 

(g) cutting the thusly obtained bonded material into 
sections transversely to the direction of the course. 

* * * * • 
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[57] ABSTRACT 

The invention concerjis a process for the permanent 
attachment or joining of threadlike or small ribbonlike 
elastic elements to a flat substrate by means of an adhe- 
sive that is characterized by the fact that one disposes, 
or fixes, in the desired position, one or several thread- 
like or small ribbonlike elastic elements on the flat sub- 
strate, or guides them in the desired position at a dis- 
tance of about 1 to cm from the flat substrate, and cov- 
ers these elastic elements, and some portion of the adja- 
cent region of the substrate with a sprayed-on melt 
adhesive, and in the case of guiding at a distance, brings 
the threadlike or small ribbonlike elements into contact 
together with the fleece course. The invention further 
concersn application of the process for producing 
frilled section of foil course or film sheet with stretch- 
able threadlike or small ribbonlike elements located in 
the respective edge region between a foil course or film 
and a covering layer, an absorbent layer disposed there- 
between, and a covering section of fleece. 

23 Claims, 7 Drawing Sheets 
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PROCESS FOR THE PERMANENT JOINING OF 

STRETCHABLE THREADLIKE OR SMALL 
RIBBONLIKE ELASTIC ELEMENTS TO A FLAT 
SUBSTRATE, AS WELL AS USE THEREOF FOR 5 
PRODUCING FRILLED SECTIONS OF FILM OR 
FOIL STRIP 



FIELD OF THE INVENTION 
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The invention relates to a process for introducing into 
flat substrates elastic properties by the attachment of 
threadlike or ribbonlike elastic elements to the substrate 
through an adhesive composition. The adhesive compo- 
sition can be a sprayed on melt adhesive that can be y$ 
used in a variety of process steps to adhere the elastic 
element to the substrate. 

BACKGROUND OF THE INVENTION 

The invention concerns a process for the permanent 20 
joining of threadlike or small ribbonlike elements to a 
flat substrate by means of an adhesive, as well as the use 
of this process for producing frilled sections of a film 
sheet or a foil course (strip). 

It is generally known, and in particular for the pro- 25 
duction of diaper pants or disposable diapers, e.g. from 
DE-OS No. 34 47 442 and DE-PS No. 33 47 294, that 
when joining threadlike or small ribbonlike elastic ele- 
ments with a flat substrate either to provide the surfaces 
of two parts to be joined with an adhesive and to press 30 
these surfaces provided with adhesive together, or to 
provide only the threadlike or small ribbonlike ele- 
ments, or only the flat substrate with the adhesive, 
whereafter both parts are pressed together. These types 
of processes, in particular in the case of producing bulk 35 
articles, are both time consuming and expensive for 
apparatus. For example, the adhesive must be applied 
with application rollers or nozzles to at least one of the 
elements to be glued together and this latter then 
pressed. Gluing threadlike elements to the flat substrate 
brings up problems, in particular in the case of the 
threadlike elements when dealing with an elastic thread 
held under tension, as is, for example, used for frilling 
tightly closing, flat structures made of plastic and/or 45 
irregular fiber fleece, as is required in the hygienic area, 
e.g. for a diaper or diaper pants, also in the case of work 
clothes, in order to enable a better fitting or snugging 
capability; similar problems arise when producing oper- 
ating room caps and face masks used in the surgical 50 
field, and in the case of numerous other articles in the 
hygienic and medical area of application. 

The invention provides a new process for the perma- 
nent joining of threadlike or small ribbonlike elastic 
elements to a flat substrate by means of an adhesive that 55 
is capable of being used without great expense, and that 
is suited for a permanent joining, in particular of thread- 
like elastic elements to a flat substrate and, actually, 
preferentially with an elastic thread under tension that 
is to be joined with a plastic film or foil underlay. $0 

The invention also provides the use of this new join- 
ing process for elastic threads for producing desired 
sections of film sheet or foil course with stretchable 
threadlike or small ribbonlike elements located in the 
respective edge region between a film, or a foil and a 65 
covering layer, an absorbent inlay disposed therebe- 
tween, and with a section of fleece covering the absor- 
bent inlay. 
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BRIEF DISCUSSION OF THE INVENTION 

Hence, for meeting the objective in accordance with 
the invention, a process is disclosed of the initially men- 
tioned kind that is characterized by the fact, prior to the 
application of the adhesive, that one or several thread- 
like or small ribbonlike elastic elements are disposed or 
fixed in the desired position, on or at a distance from the 
flat substrate, and that afterwards these threadlike or 
small ribbonlike elements as well as the adjoining area 
of the substrate are covered with a sprayable melt adhe- 
sive. 

Surprisingly, it has been shown that one can glue 
threadlike or small ribbonlike elements to a flat sub- 
strate quite easily, without application of adhesive to 
the flat substrate or coating the threadlike or small rib- 
bonlike element with adhesive, by covering or spraying 
with a sprayed on hot melt adhesive the threadlike or 
small ribbonlike element that is fixed and/or guided and 
disposed on, or at a slight distance away from the flat 
substrate, whereby the hot melt adhesive is also said to 
grasp the neighboring areas of the threadlike or small 
ribbonlike element, therefore the adjoining substrate 
areas. 

In comparison to conventional adhesive processes, a 
gluing layer between the two items to be glued, namely 
the threadlike element and substrate, is not required. On 
the contrary, the formation of a finely divided spray of 
the melt adhesive that, when setting, deposits itself on 
the substrate in cobweb fashion as a fine web of ex- 
tremely thin filaments of melt adhesive, about the 
threads and also in the neighborhood thereof, and holds 
the threadlike or small ribbonlike element firmly to the 
substrate. Depending upon pressure and temperature, 
and depending upon the type of melt adhesive, cobweb- 
like sprayed filaments can be generated into patternlike, 
overlapping sprayed filaments and can be applied, for 
example, in a ringlike, oval or other more or less uni- 
formly entwining arrangement. 

Surprisingly, it has further been shown that a still 
better adhesion is achieved if one arranges the thread- 
like or small ribbonlike elements in the desired position 
at a distance from 0.1 to 3 cm from the flat substrate, 
and sprays these with a melt adhesive, whereby the 
threadlike or small ribbonlike element(s) are trans- 
ported in the same direction with the substrate under 
the spray head and brought into contact by reducing the 
distance to the substrate. 

The spray of the melt adhesive deposits itself not only 
as a fine web of extremely thin filaments of the melt 
adhesive about the thread(s), but rather hangs down 
therefrom, or lays down, partially, also over a neighbor- 
ing thread and arrives, through the stream of air, under 
the thread(s) guided at some distance from the substrate 
course and therewith yields, upon contact between 
threads and substrate, a cobweblike, quasi *spun-in* 
thread pattern on the substrate. 

For the process in accordance with the invention, any 
known sprayable hot melt adhesives having a melting 
range from 80° to 200° C. and whose viscosity at these 
temperatures enables them to be sprayed at a pressure 
from 1 to 50 bar can be used. The hot melt adhesive in 
general has a softening point from 70° to 140° C. and a 
viscosity, at 150° C, within a range from about 500° to 
40,000 mPa.s. The working range of these melt glues 
lies generally within a temperature range of 105° to 180" 
C. 
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DETAILED DISCUSSION OF THE INVENTION 

Substrates include plastic films, sheets or foils of any 
kind, for example those of a polyethylene or polypro- 
pylene base, polyester, polyvinyl chloride, polyvinyli- 5 
dine chloride, etc., while used as threads to be attached 
to the substrate are usual type elastic rubber threads or 
plastic threads, but also elastic, small ribbonlike ele- 
ments. 

For example, for producing diaper pants that are to 10 
be frilled, gathered or pleated in the step region, plastic 
film is used as a substrate and as the covering layer is a 
course of fleece, between which the stretchable or 
stretched filamentlike or small ribbonlike element is 
fixed and/or glued. In general, the stretchable thread is 15 
glued by applying the cobweblike melt glue threads, 
most often by spraying of same, and pressed on immedi- 
ately thereafter is the layer of fleece that joins itself in 
adhering fashion with the still adhesive melt glue. Anal- 
ogously, the stretchable threads can first be joined with 20 
the fleece course that is then pressed with the film. 

Although generating the cobweblike layer of melt 
glue is preferentially done by spraying on the stretch- 
able threads that are fixed to the substrate, it is also 
possible to produce the melt glue web separately and to 25 
then cover threads and substrate. 

In general, the threadlike or small ribbonlike elements 
can be fixed to the substrate in the stretched condition, 
e.g. mechanically or by self-tension. After gluing, this 
area pulls itself together and yields the desired frilling 30 
or gathering. In the area that is not to be frilled, no 
gluing occurs and the loose thread still under tensile 
stress on the substrate will be severed when cutting 
through the section of film. 

In another form of embodiment of the process in 35 
accordance with the invention, it is possible to arrange 
the threads on the already pleated substrate in a non, or 
only slightly, stretched condition, and/or guide and 
glue them at some distance away. This process has the 
advantage that the stretchable threads not intended for 40 
the frilled area can be cut immediately behind the fold 
or frill. This process also can be carried out in continu- 
ous fashion, for example when producing diaper pants, 
by using a roller with appropriate depressions accom- 
modating the areas to be frilled, in accordance with 45 
EU-A1 No. 0 154 468. 

According to another aspect of the present invention, 
the process in accordance with the invention can also be 
used for producing frilled sections of foil or film course 
or sheet with stretchable threadlike or small ribbonlike 50 
elements located in the respective edge area between a 
film and a covering layer, and with an absorbent inlay 
disposed therebetween and with a covering layer. 

When producing diaper panties, it is not only that the 
frilled or the puckered section in the later stepping 55 
region of the diaper and covering with a layer of fleece 
is necessary; there still has to be provided an absorbent 
inlay lying in the center region of the film.. When pro- 
ducing these types of diapers, it is practical to glue the 
absorbent inlay in the striding area with the film or with 60 
an intermediate (intervening) layer laying on the film. 
Therefore, for simplifying the production process, used 
is the process in accordance with the invention. 

In doing this, application of the cobweblike melt 
threads onto the stretchable thread is further extended 65 
to the intermediate area, between the respective, 
stretchable threads disposed at the edge of the course- 
Hence, one allows the spray fog from the melt adhesive 
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not only to deposit on the stretchable threads in the 
associated regions and their adjacent area, rather also 
sprays the area lying between the stretchable threads, in 
order that the later-introduced course made of absor- 
bent material adheres with the polyethylene film. 

For optical and other reasons, it is in many cases 
practical to not spray this intermediate area directly on 
the polyethylene film, but rather to provide this thin 
layer of fleecy material in this center region with adhe- 
sive. This has the advantage that any gluing points that 
otherwise be on the polyethylene film inner surface and 
recognizable from the outside do not appear. With this 
application of cobweblike melt adhesive filaments in the 
intermediate area lying between the stretchable threads, 
the distribution of adhesive can be done such that the 
sprayed surface in the intermediate region is shorter 
than that in the edge regions. 

BRIEF DISCUSSION OF DRAWINGS 

The invention will be explained in more detail in the 
following with the aid of Drawings. 

FIG. 1 shows a partially cut representation of a 
stretchable thread that is attached to a substrate based 
on the process in accordance with the invention, 

FIG. 2 shows a cut through a small stretchable ribbon 
attached to a substrate, with a covering layer of fleece 
material, 

FIG. 3 shows a cut representation analogous to FIG. 
2, whereby, however, the small ribbon is now glued to 
a fleece as the substrate and covered over with a film as 
the covering layer, 

FIG. 4 shows two schematic representations of cob- 
weblike and/or ornamentlike melt adhesive filaments, 

FIG. 5 shows a partially cut representation of the 
application of a non, or only slightly, stretched thread- 
like element on a prepleated course, 

FIG. 6 shows a schematic cut representation of the 
application of a slightly stretched thread with a continu- 
ous pleating wheel, 

FIG. 7 shows a schematic representation of the use of 
the process in accordance with the invention in the case 
of continuous production of diaper panties, 

FIG. 8 shows a partially cut representation of a 
stretchable thread, analogous to FIG. 1, that is guided 
(fed) at some distance from a substrate, sprayed and 
attached based on the process in accordance with the 
invention, 

FIG. 9 shows a schematic representation of how a 
stretched ribbon structure is sprayed at some distance 
from a substrate and guided therewith, and covered 
over with a covering layer. 

FIG. 10 shows a view analogous to FIG. 2, 

FIG. 11 shows a schematic cut representation of 
application of a slightly stretched thread, analogous to 
FIG. 6, with a continuous pleating wheel. 

FIG. 1 and FIG. 8 show a section of a substrate 2 
which, in the present case, is a polyethylene film or foil 
having a wall thickness of 50 jxm. Placed thereupon is a 
thread 4 made of stretchable plastic and held with a 
plurality of cobweblike melt adhesive filaments lying 
one over the other. 

In the case of the form of embodiment shown in FIG. 
8, where the thread has been guided (fed) at some dis- 
tance from the substrate during spraying with adhesive 
and then brought into contact with the substrate, the 
cobweblike melt adhesive filaments are in part moved 
or pressed under the thread structure previously guided 
at a distance from the film; the rest cover the reachable 
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surface of thread 4 and still lie on the adjoining area of 
the substrate 2. 

In the case of the forms of embodiment shown in 
FIG. 2 and FIG. 3, an elastic, small tape 4* on the sub- 
strate, which in FIG. 2 is polyethylene film or foil 2 and 5 
in FIG. 3 a polypropylene-tangled fleece 8', is glued 
with the cobweblike melt glue filament 6 to the sub- 
strate and to be covered with a covering layer, and 
actually with a polypropylene fleece 8 in accordance 
with FIG. 2, or with a polypropylene film 2" in FIG. 3. 10 

FIG. 5 shows how a prepleated substrate course 12 is 
covered over at its crest points 13, in this case by an 
only slightly, or not at all, stretched elastic ribbon 14, 
and covered with the melt glue filaments 16. 

Analogously , in the case of the schematic representa- 15 
tion shown in FIG. 6, the substrate 12' is brought into a 
pleated configuration by means of a frilling wheel or a 
frilling roller with depressions arranged at the periph- 
ery, whereby, in turn, placed tangentially on the crest 
points from a roll 11 is a stretchable thread 14* and 20 
glued with plastic filaments 16* by means of nozzles, and 
drawn in the running direction for further processing. 

In the case of use of the process in accordance with 
the invention represented schematically in FIG. 7 for 
producing a film suitable for diaper panties, the film 22, 25 
as the substrate, is guided (fed) to a first station at which 
two elastic or stretchable threads 24, respectively 24' 
are disposed in the edge region and sprayed with melt 
adhesive in the areas 26 and 26'. The adhesive as usual 
at a distance from 1 to 15 mm from the side edge of the 30 
thread, is joined with the substrate by sprayed on melt 
adhesive filaments, however in the present case spray- 
ing is also done in the center region 27 of the substrate, 
whereby the limiting lines of the sprayed region 27 
lying transversely to the direction of the course are 35 
drawn in concavely toward the center of the axis, as is 
shown at 23. 

Installed at a second station is an absorbent inlay 28, 
as a course in the center region between the elastic 
threads 24, 24', this is then covered at a third station 40 
with a fleece course 29, up to over the area of the 
stretchable threads 24 and 24' that are covered with 
melt adhesive, and finally pressed together. At the end 
of this station, the individual film sections are cut into 
sections 31 with a cutting tool. 45 

In the case of the initially-mentioned variant of the 
process, with guiding of the elastic ribbons 4 at some 
distance relative to the substrate 2, as shown in FIG. 9 
and FIG. 10, the elastic, small ribbons 4 are guided at 
some distance to the substrate, which for example is a 50 
polyethylene film 2, whereby the melt glue threads 6 
sprayed on via a nozzle 8 hang down and, guided to- 
gether with the substrate course, distribute themselves 
with reduction of the distance e.g. initially about 1 to 2 
cm, until coming into contact with the film 2 and also 55 
arrive under the thread structure, and finally are ad- 
hered with the cobweblike melt glue filaments 6 to the 
substrate 2 and are covered with a covering layer, and 
actually with a polypropylene fleece 29. The film 2 is 
fed to the glue spray station via a roll 11 and is led off 60 
over the roller 32. Located above this roller 32 is a 
roller 34 feeding a fleece course 29. Contact of the small 
ribbon 4 covered with adhesive threads 6 with the sub- 
strate 2 occurs in the gap between the rollers 32 and 34, 
or shortly ahead of this, whereby the downwardly 65 
hanging adhesive film 6 has already come into contact 
with the substrate 2 that is guided at an acute angle of 
about 5* to 10° to the small ribbon 4, and form a cob- 



weblike 'bed* or an underlay of adhesive filaments for 
the small ribbon 4. Also occurring in the gap region of 
rollers 32 and 34 is joining of the guided fleece course 
29 with the substrate 2, whereby adhesion of these fol- 
lows by means of the melt adhesive sprayed on over the 
width (d) to both sides of the small ribbon 4. In similar 
manner, it is also possible, before or instead of the fleece 
course, to apply an absorbent inlay 28, as is shown in 
FIG. 7, whereafter, if necessary, the fleece course is 
guided, at another station, to the substrate and joined 
therewith. 

In the case of the variant of the process with guiding 
of the small ribbon 4 at a slight distance relative to the 
substrate 2 and unwinding of a non, or only slightly, 
stretched elastic small ribbon 4 onto an already pre- 
pleated substrate 12, respectively 12' to be attached 
analogously to FIG. 5 or to FIG. 6, as is shown in FIG. 
11, spraying of the melt glue in the running direction of 
the substrate course 12' and of "the elastic small ribbon 
14' is somewhat shortened, hence in the direction 
toward the feed roller 11 that feeds (guides) the small 
elastic ribbon or ribbons 14' to the substrate 12' that is 
transported in the pleating wheel 30. In the case of this 
variant of the process, the adhesive is sprayed onto the 
small elastic ribbon 14' before it comes into contact with 
the pleated substrate at its crest points. Here, formed 
underneath the small elastic ribbon, analogously to 
FIG. 8 to 10, is a *bed* made up of a web of glue fila- 
ments upon which the elastic small ribbon lies, and is 
further adhered in cobweblike fashion from above 
through the web of glue filament respectively with the 
substrate. 

The invention will be explained in more detail in the 
following with the aid of Examples. 

EXAMPLE 1 

In the case of a hygienic article, in order to bring a 
substrate made of a polyethylene film having a thickness 
of 20-25 u.m into a frilled condition, fixed onto this film 
was a stretched elastic thread made of polyether co- 
polymer (e.g. LYCRA ® XA) with a thread caliber of 
940 dtex, and after fixing, sprayed intermittently in 
sections of 25 cm in length, with a melt glue consisting 
of 

50% hydrocarbon resin with aR+K softening point 
of 115* C, 30% of a styrene-butadiene-styrene-block 
copolymer and 20% mineral oil at a temperature of 175° 
C. at pressures from 2 to 8 bar, over a width region of 
15 mm, with the application density mounting to 2 
g/m 2 . Next, the film with the glued threads was cut 
transversely in the unsprayed areas, whereby the de- 
sired frilled sections of course were obtained. 

EXAMPLE 2 

In another experiment, we proceeded in analogous 
fashion to Example 1, whereby finally a polypropylene 
spun fleece having a thickness of about 0.22 mm and an 
area weight of approximately 20 g/m 2 was pressed onto 
the threads attached beforehand, so that the entire re- 
gion of the film was covered over with this spun fleece 
at a given distance from the edge of the film, said spun 
fleece adhering to the threadlike ribbon that was cov- 
ered with melt glue. 

EXAMPLE 3 

A stretchable ribbon of polyether copolymer having 
a width of 3 mm and a thickness of 0.3 mm was fixed to 
a thermally joined polypropylene piled fiber fleece and 
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sprayed with fhe melt g'lue in accordance with Example 
1 over a width area of 10 mm, with the density of de- 
posit amounting to 42 g/m 2 . Next, pressed on was a 
polypropylene film and the construct obtained was 
processed further in sections. 

EXAMPLE 4 

Analogously to FIG. 6, supplied to a continuously 
operating system for producing diaper panties was a 
polyethylene film having a width of 22 cm that was 
provided with approximately 7 mm deep pleats, at an 
interval of 3 mm, sectionally, with the frilling roller 
shown in FIG. 6. Carried along in the direction of the 
course, under slight tension, in the edge region of the 
film, were one each stretchable ribbon made of polyure- 
thane that was intermittently sprayed with adhesive and 
then pulled from the frilling roller and processed fur- 
ther. 

EXAMPLE 5 

As was shown in FIG. 7, a smooth film made of 
polyethylene was processed on a diaper system; fixed 
under tensile stress onto the film course were two 
stretchable bands made of a polyurethane thread, analo- 
gously to Example I, and sprayed with the melt adhe- 25 
sive in accordance with Example 1. The cobweblike 
melt glue depositing itself had in each case a distance of 
10 mm outwardly from the stretchable bands, however 
also extended into the center region 27 between the two 
bands, with deposit of the melt glue being carried out 30 
with three spray heads, the two outer of which for 
deposit onto the stretchable bands were correspond- 
ingly narrow and long, and that for the center region 
wider and shorter. Immediately thereafter, introduced 
into the region between the bands was an absorbent 35 
fiber course having a thickness of about 12 mm, and 
finally covered over with the polypropylene spun fleece 
course 29 used in Example 3. At the end of the station, 
the completed course was cut through into individual 
sections with a cutting tool, transversely to the course 40 
direction. 

EXAMPLE 6 

In a variant of the process according to Example 5, 
laid in with the film being supplied, in the region be- 45 
tween the stressed threads, was a thin course of poly- 
propylene piled fiber, whereby, with the later applica- 
tion of the adhesive to the threads and to the center 
region, the melt adhesive did not come into contact 
with the polyethylene film in the center region 27, and 50 
glued along with it only the absorbent inlay in the strid- 
ing region. Since this intermediately laid layer of fleece 
was fixed to the polyethylene film beforehand, the ab- 
sorbent inlay in the frilled area can not sideslip, particu- 
larly since it is afterwards still covered over with the 55 
covering layer that is likewise glued with the plastic 
film at the edge regions. 

EXAMPLE 7 

In the case of a hygienic article, in order to bring a 60 
substrate made of a polyethylene film having a thickness 
of 20 to 25 urn into a frilled condition, analogously to 
Example 1, the stretched elastic threads made of a poly- 
ethylene copolymer (e.g. LYCRA® XA) having a 
thread caliber of 940 dtex, were now guided (fed) at a 65 
distance of 10 mm from thid film, and intermittently 
sprayed with a melt glue analogously to Example 1, 
with the film being finally guided into contact with the 



thread structure and being cut off transversely inthe 
unsprayed regions, whereafter obtained were the de- 
sired, frilled sections of course. 

EXAMPLE 8 

In the case of another experiment, work was carried 
out analogously to Example 7, whereby corresponding 
to Example 2, a polyproplene spun fleece having a 
thickness of about 0.22 mm and an area weight of about 
20 g/m 2 was pressed on, after contact and/or gluing of 
the elastic small ribbons with substrate, so that the en- 
tire region of the film, at a given distance from the edge 
of the film, was covered over with this spun fleece, 
which adhered to the threadlike ribbon that was cov- 
ered with the melt glue. 

EXAMPLE 9 

Analogously to Example 3, a stretchable ribbon made 
of polyether copolymer having a width of 3 mm and a 
thickness of 0.3 mm, was supplied to a thermically 
joined polypropylene piled fiber fleece and sprayed 
over an area width of 10 mm with the melt glue in 
accordance with Example 7, with the deposit density 
amounting to 42 g/m 2 ; gluing follows after decreasing 
the distance, whereafter pressed on is a polyethylene 
film and the course obtained was further processed in 
sections. 

EXAMPLE 10 

Analogously to FIG. 11, supplied to a continously 
operating system for producing diaper panties was a 
polypropylene film having a width of 22 cm that was 
provided with the frilling roller, sectionwise by vac- 
cum, with approximately 7 mm deep pleats, at an inter- 
val of 3 mm. Carried along in the course direction, 
under slight tension, respectively in the edge region of 
the film, was a stretchable ribbon made of polyurethan 
e that was sprayed intermittently with adhesive, 
whereby application of the melt glue threads followed 
at about 20 to 30 pleats apart in the direction of the 
course, at the contact points between film and the 
stretchable ribbon. Finally, the pleated course with 
glued-on ribbon was withdrawn from the frilling roller 
and processed further. 

EXAMPLE 11 

As was shown in FIG. 7, a smooth film made of 
polyethylene was processed on a diaper system; at some 
distance from the film, guided were two stretchable 
strips made of polyurethane band analogously to Exam- 
ple 7, under tensile stress, at some distance from the 
film, and sprayed with the melt adhesive in accordance 
with Example 7. The weblike melt glue depositing itself 
in each case had an interval of 10 mm outwardly from 
the stretchable bands, however also extended into the 
center region 27 between the two bands, with deposit of 
the melt glue being carried out with three spray heads, 
the two outer of which for deposit onto the stretchable 
bands being correspondingly narrow and long, and that 
for the center region wider and shorter. After contact of 
substrate and stretchable polyurethane bands, intro- 
duced into the area between the bands was an absorbent 
fiber course having a thickness of about 12 mm, and this 
latter was finally covered over with the polypropylene 
spun fiber fleece course 29 used in Example 9. At the 
end of the station, the completed course was cut 
through transversely to the direction of the course into 
individual sections with a cutting tool. 
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' 8. A process according to claim 7, characterized by 

fcAAMrLt 12 the fact that the lhread i ike or small ribbonlike element 

In a variant of the process according to Example 11, consisting of natural or synthetic rubber or plastic is 
laid in with the film being supplied, in the region be- fixed on the substrate under tension, 
tween the stressed bands or ribbons, was a thin course 5 9. A process according to claim 1, characterized by 
of thick absorbent cellulosic inlay, mat or ply, whereby, the fact that one or several threadlike or small ribbon- 
with the later application of the adhesive to the threads like elements (4) that are disposed in the desired position 
and to the center region, the melt adhesive did not come a t some distance from the flat substrate (2) and that have 
into contact with the polypropylene film in the center been sprayed with the melt adhesive (6), are transported 
region 27, and only glued along with it the absorbent 10 in the same direction with the substrate under the spray- 
inlay in the striding region. Since this intermediately mg head and are brought into contact by reducing the 
laid layer was fixed to the polyethylene beforehand, the distance to the substrate. 

absorbent inlay in the frilled area cannot sideslip iq ^ process according to claim 9, characterized by 

(creep), particularly since it is afterwards still covered t he fact that the threadlike or small ribbonlike elements 

over with the covering layer that is likewise glued with 15 cons i st of a stretchable material and are continuously 

the plastic film at the edge regions. maintained under tensile stress during spraying and 

Achieved in all cases is an excellent durability of when m contact with tne substrate, 

gluing, in particular against so-called 'creeping'; more- n A process according to claim 10, characterized by 

over, with the process in accordance with the inven- the fact ^ ^ fa^te or small ribbonlike elements 

tion, it is possible to obtain a thread structure, wrth a 20 (4) under stfess ^ haye been sprayed ^ ^ melt 

lesser prestressing of only 100% -as compared to at a dist ance from 0.5 to 3 cm from the sub- 

300% in the case of usual type processes-which leads stfate m joined t ^ ^ ^ substrate at ^ acute 

to a much more flexible fitting of diapers, for example. angle 

Further the use of mtermittentattacliment of the elastic 12. A process according to claim 11, characterized by 

to the film substrate allows better contraction of the 25 ^ ^ threadlike or ^ ribbonKke e i ements 

gathered region than the contmuously attached elastic m ^ ^ outsidc the 

to a continuous glue line. . _ . , L - - j . . . 

. . . substrate course and then joined with the substrate 

I claim: J 

course 

1. A process for the permanent joining of stretchable 4 _ * t , . ^ « " . 

threadlike or small ribbonlike elements to a flat sub- 30 * 3 f according to claim 1 characterized by 

strate by means of an adhesive, characterized by the fact *" * disposed at least on the Projecting 

that, prior to application of the adhesive, one or several «« < 13 > °f*™ C *° T P ,eated "Jf?* a threa f " 

threadlike or small ribbonlike elastic elements (4) are ** e ° r sma " nbbonhke element (14) that is not, or only 

disposed or fixed in the desired position at some dis- under stress, and afterwards is sprayed with the 

tance from, the flat substrate (2), and that afterwards 35 melt adhesive (16). . _ JL 

these threadlike or small ribbonlike elements (4) as well 14 A P"«» according to claim 11, characterized by 

as the adjoining area of the substrate (2) are covered the fact disposed or guided at some distance away 

with a sprayable melt adhesive (6). at least on the project areas ( 13 > of a fnIled or Plated 

1. A process according to claim 1, characterized by substrate (12), is one or several threadlike or small rib- 

the fact that the melt adhesive is sprayed on in the form 40 Unlike elements (14) that are not, or only slightly, 

of cobweblike to patternlike overlapping, small sprayed stress, and afterwards are sprayed with the melt 

threads having a diameter from 20 to 400 mm. adhesive (16) before they are brought into contact with 

3. A process according to claim 2, characterized by *h e substrate. 

the fact that the threadlike or small ribbonlike ele- 15. A process according to claim 14, characterized by 

ment(s) and the adjoining areas are sprayed with the 45 the fact that used as a substrate (2) is a plastic film, an 

adhesive and covered over a width (d) from 1 to 15 mm, impregnated paper or a fleece. 

measured from the longitudinal edge of the threadlike 16 - A process according to claim 1, characterized by 

or small ribbonlike element. tne fact tnat placed onto the substrate and the threadlike 

4. A process according to claim 2, characterized by or smaU ribbonlike element immediately after spraying 
the fact that the threadlike or small ribbonlike ele- 50 on the melt adhesive is a covering layer, and this latter 
ment(s) (4) disposed at some distance from the substrate, »s pressed on if necessary. 

and areas of the substrate lying thereunder, are sprayed A process according to claim 9, characterized by 

or covered with the adhesive over a width (d) from 1 to the fact that there is placed onto the substrate and onto 

15 mm, measured from the longitudinal edge of the the threadlike or small ribbonlike elements), after 

threadlike or small ribbonlike element joined thereafter 55 spraying on the melt adhesive, and immediately after 

with the substrate and/or the element(s) located at the bringing these latter together with the substrate, a cov- 

edge. ering layer and this latter is pressed on if necessary. 

5. A process according to claim 4, characterized by 18. A process according to claim 16, characterized by 
the fact that the melt adhesive is applied in an amount the fact that used as a substrate is a fleece and as a 
from 2 to 100 g/ra 2 to the threadlike or small ribbonlike 60 covering layer a film (2'). 

element(s) (4). 19. A process according to claim 17, characterized by 

6. A process according to claim 5, characterized by the fact that used as a substrate is a fleece (8') and as a 
the fact that the melt adhesive is applied in an amount covering layer a film (2')- 

from 5 to 40 g/m 2 to the threadlike or small ribbonlike 20. A process according to claim 1, characterized by 

element. 65 the fact that the threadlike or small ribbonlike elements 

7. A process according to claim 6, characterized by disposed or supplied in the edge area (26, 26') of a sub- 
the fact that the melt adhesive is sprayed on continu- strate present as a film (22) are sprayed with melt adhe- 
ously or intermittently. sive in the direction of the course, over a like length, or 
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longer, area than the flSm area (27) lying between the 
elements. 

21. A process according to claim 1 for producing 
frilled sections of film, with stretchable threadlike or 
small ribbonlike elements located in the respective edge 5 
area between a film and a covering layer, an absorbent 
inlay disposed therebetween, and a layer of felt cover- 
ing these latter, further characterized by the additional 
steps of: 

(a) placing or Fixing on the film (22) serving as a 10 
substrate, in the respective, later-frilled edge areas, 
either on this film 

(i) in the frilled or pleated condition one or several 
not, or slightly, stretched, 

(ii) in the flatly laid condition, one or several 15 
threadlike or small ribbonlike elements (24, 24'), 

(b) intermittently spraying with the melt adhesive the 
respective threadlike or small ribbonlike elements, 
as well as their adjoining areas, and simultaneously 
the area (27) lying between the threadlike or small 20 
ribbonlike elements, 

(c) next, placing on the area (27) sprayed with melt 
adhesive between the threadlike or small ribbonlike 
elements a course made of an absorbent padding 
material (28), 25 

(d) placing onto the film (22) and the course made of 
absorbent padding material (28) a fleece course 
(29), in a manner such that this latter covers the 
absorbent padding material (28) and also lies over 
the threadlike or small ribbonlike elements (24, 24') 30 
sprayed with the melt adhesive, 

(e) pressing the fleece course (29), at least in the area 
of the threadlike or small ribbonlike elements, to- 
gether with these latter and, 

(f) cutting off the thusly obtained bonded material in 35 
sections transversely to the course direction. 

22. A process according to claim 9 for producing 
frilled sections of film, with stretchable threadlike or 
small ribbonlike elements located in the respective edge 
area between a film and a covering layer, an absorbent 40 



inlay disposed therebetween, and a layer of fleece cov- 
ering these latter, further characterized by the steps of: 

(a) holding or guiding one or several threadlike or 
small ribbonlike elements under tensile stress at 
some distance from the film serving as a substrate, 
at least in the respective, later-frilled edge areas of 
this film, 

(b) spraying with melt adhesive the respective thread- 
like or small ribbonlike elements, as well as their 
adjoining areas, and simultaneously the area lying 
between the threadlike or small ribbonlike ele- 
ments, 

(c) next, bringing the threadlike or small ribbonlike 
elements sprayed with the melt adhesive into 
contact with the substrate by guiding them to- 
gether, 

(d) afterwards, placing on the area between the 
threadlike or small ribbonlike elements sprayed 
with melt adhesive a course made of absorbent 
padding material, 

(e) placing onto the film and the course made of ab- 
sorbent padding material a fleece course, in such a 
manner that this latter covers the absorbent pad- 
ding material and also lies over the area of the 
threadlike or small ribbonlike elements sprayed 
with melt adhesive, 

(f) pressing the fleece course, at least in the area of the 
threadlike or small ribbonlike elements, together 
with these latter and, 

(g) cutting the thusly obtained bonded material into 
sections transversely to the direction of the course. 

23. A process according to claim 22, characterized by 
the fact that the areas of the threadlike or small ribbon- 
like elements guided at a distance of 3 to 0.5 cm from 
the film, and sprayed with melt adhesive, are guided 
together with the film at an acute angle and, finally, 
applied is the course made of absorbent padding mate- 
rial and the fleece course. 
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